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Work Order ID 87343 *R7243* 


| Page 1 
| July-13-12 1:46:27 PM 


| Du ip: D412-742-041 Ac. *N onnnan 1 O0* Setup Start Ж N S 1 * 


Revision ID: 


Item Name: Replacement Float Skidtube Stop + N S 2 * 
` Start Date: — 7/10/12 Start Qty: 1.00 *4* Cust Item ID: 
` Required Date: 8/31/12 Req'd Qty: 1.00 *4* Customer: 
Reference: 
E 7 B йек ЕУ QE МЕ Run Start Ж * 
= -Approvals: Process Plan: MLI Date: 12o H ffo Tooling: T || pate: | — o N R 1 
Fin Sto 
| QC: ` _ pate Í . _ SPC(VN: рае P *NR9* 
| Sequence ID — I Operation 7 Е Set Up/ m Tool ID Tool Plan Accept Reject Reject Insp. 
| Work Center ID Description Run Hours Code Qty Qty Number Stamp 
` Revision Nbr | 
S -— ————————— — _ 
0.00 
DOCUMENT CONTROL РІ А 
Мето 0.00 =< ; DIETE зрте ишш RE 
Document Control If DA12-742-041 is a W/O on it's own, 


Photocopy bluefile and create labels per РРР 0412-742-041  CHG005S 


Fa 


f DQA: Date: 
NCR: Yes / No f WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


PRISE sas анне MEOS KR RUE ——— s= 


FAULT | FAUTCATEGORY | 
Landing Gear General | 
Е Bending m Bend ll Grain Ovalized Pressure/Forced 
8 Centre Not Concentric to 0/5 ë BOM/Route E Hardware f Over/Under tolerance Temperature/Cure 
E Cracks lll Broken/Damaged E Inspection Incomplete `- Part Incorrect Weld 
x Crushed/Crimped. [n Burrs E Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
l Cuffs Ё Contamination m Maintenance Part Moved 
N Heat Treat lš Countersink E Mislabeled Positioned Wrong 
lš Inspection Strip in Tube | Cut Too Short E Misread Power Loss/Surge E Other 
| Ripples in Bend Е Drill Holes m Offset 
N Torque Waves in Extrusion Е Drawing ; Out of Calibration 
Bs Turning Sequence E Finish "e L| Out of Sequence 


mg Wave/Twist in Tube 
H:/FORMS/Quality AssuranceNapproved QA/NCRWO Rev G 


Bn Folio 


ul Outside Dimensions 


Work Order ID 87343 
July-13-12. 1:46:27 PM 


*Q72343*. 


Page 2 


Item ID: 


D412-742-041 Accept * N Q n n 04 n 1 () 0* Setup Start Ж N Q 1 * 
Revision ID: I j Ё 
Item Name: Replacement Float Skidtube Stop * N S 2 * 
Start Date: 7/10/12 Start Qty: 1.00 XAR Cust Item ID: 
Required Date: 8/31/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: < 
Run Start д х 
Approvals: Process Plan: Е Date: 1. ^ . , Tooling: . . Date: m N R 1 
i | Sto 
QC: | Date: SPC (V/N): ___ Date: P ж N R 2 * 
Sequence ID/ Operation Set Up/ Tool ID ToolZ Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
110 Assemble as per dwg 0.00 


*14n* 
HandFinish 
Hand Finishing 


120 


*120* 
QC 


Quality Control 


HandFinishing 


Memo 0.00 


1-Install tubes together and seal them all the way around using Sikaflex 
241/291. Ensure tube ends line-up with saddle holes for proper alignment. using 
7/16" "T" Pins. 


— ARSikaflx-241/291, J| 16 $ O2 3 
Expiry date: i 
2-Install wearplates as per Dwg D3391. Ensure that plastic washers are against 
wearplate, then topped with the SS washer. Seal all bolts with sikaflex exept 
ones with inserts on inside of tube ‚hand tighten only bolts with no sikaflex. 


^ AfRSikaflex-241/-221  A/(( SEE 
Expirydat; U (2 ( O 


7 3-Remove "T" pins once sikaflex is dry. 
4-Coat all exposed hardware with LPS Procyon. Remove any excess off with 


MEK degreaser. = 
- A/RLPS Procyon _ VL I (У 5 © k 


ОС5- Inspect part completeness to step оп W/O 0.00 


ie EDEN 


Memo 0.00 \ 36.) ale 


, DQA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Crosstube Water Jet Engineering 
Small Fab Prod. Eng. Coor. Quality 
Finishing Rec/Store/Packaging Other f 
Composite Supplier 


Work Order: 


Rework Skid-tube 
Part No. Scrap Machining 
Use-as-is Thermoforming 


NCR No. Work Order Update Large Fab 


x FAUTCATEGORY — | CATEGORY 
Landing Gear General 


& Bending 


Nm Centre Not Concentric to O/S 


Nm Cracks 


ul Crushed/Crimped. 

| Cuffs 

E Heat Treat i 

Es; Inspection Strip in Tube 

m Ripples in Bend 

g Torque Waves in Extrusion 

и Turning Sequence 

|| Wave/Twist in Tube 
H:;/FORMS/Quality AssuranceNapproved QA/NCRWO Rev G 


И 


-] Bend 


9" BOM/Route 

E Broken/Damaged 
Burrs 

lll Contamination 

lll Countersink 

E Cut Too Short 

а Drill Holes 

а Drawing 

m Finish 

| Folio 


lil Grain 

|| Hardware 

| Inspection Incomplete 

Е Instructions Incomplete/Unclear 
lll Maintenance 

|| Mislabeled 


и Misread 
и Offset 


u Out of Calibration 
Е Out of Sequence 
| |Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Nego з еМ с ER T T. 1 T 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| Other 


Work Order ID 87 


July-13-12. 1:46:27 PM 


343 


Page 3 


D412-742-041 


Item ID: * * Setup Start Ж * 
ЕА ма00040100 NS1 
Item Name: Replacement Float Skidtube Stop Ж N s 2 * 
Start Date: 7/10/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 8/31/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
7 г 7 Кип Start Ж * 
Approvals: Process Plan: . | | |. Date _ Tooling: ‚ Date: ` "ETE N R 1 
Stop 
€: D SPC (Y/N): : Ж * 
Q ate (Y/N) . Date ЕРЕ N R 2 
Sequence ID/ Operation Set Up/ ОО  ToolID  Tool& Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
130 0.00 
* 4 2 n* Packaging | D» J 
Packaging Memo 0.00 ME, £&Z Га / o — 0 0 00 0 0 0 E == / ? х 
Packaging Identify and pack for shipping as per PPP D412-742-041 
Location: 
PPP Rev: 
140 QC21- Final Inspection - Work Order Release 0.00 { x J J 2 2- e 
*44n* | 
QC Memo 0.00 i 
Quality Control 


DQA: Date: 
NCR: Yes / NO WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
` Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC inspector 


p EUR IET e 


FAULT s ЭдлтсАл ү. 
Landing Gear General 
m Bending 8 Вепа E Grain Ovalized Pressure/Forced 
Bi Centre Not Concentric to O/S В BOM/Route m Hardware Over/Under tolerance Temperature/Cure 
E Cracks a Broken/Damaged Wm Inspection Incomplete Part Incorrect Weld 
а Crushed/Crimped. | Burrs E Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
а Cuffs и Contamination E Maintenance Part Moved 
E Heat Treat m Countersink M Mislabeled Positioned Wrong 
и Inspection Strip in Tube lš Cut Too Short | Misread Power Loss/Surge E Other 
m Ripples in Bend B Drill Holes a Offset 
m Torque Waves in Extrusion m Drawing E Out of Calibration 
m Turning Sequence Е Finish Ш Out of Sequence 


m Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


l Folio 


Hl Outside Dimensions 


Picklist Print 


July-13-12 1:46:26 PM 


Work Order ID: 
Parent Item: 


Parent Item Name: 


Comments: 


87343 
D412-742-041 
Replacement Float Skidtube 


IPPRevA 05.10.13 Мем Issue KJJLM 

IPP Rev 06.02.13 ECN 773 амр @rev.D EC 

IPP Rev:C 07-05-28 As per Rev F JLM 
IPPrevD 07.11.01 ecn 1053p EC 

ІРР геу E 07.11.27 ecn 1072 EC verified by:DD 


Йй Раре 1 
: E 


Start Date: 7/10/12 
Start Qty: 1.00 


Required Date: 8/31/12 
Required Qty: 1.00 


IPP Rzv:F 08-09-08 есп 08-510 DD verified by:EC IPP Rev:G 10.02.24 as per ECNI0- 
514 DD verified by: EC IPP Rev:H 11.11.01 as per DSI9517 REV.B DD verified by:EC 
Component Item ID/ |. Replacement Mfg/ Bin Primary Last Route Unit of Qty on Qty per Kit Total Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
D3391-011 Manufactured No 110 - Each 0.0000 6l 1 
Fwd Tube Assembly B 51 450 GUN ju (A | a 1 
03391-013 Manufactured No 110 Еасһ 0.0000 1 1 : . 
Mid Tube Assembly digg ime Co ML Url f 
D3391-015 Manufactured No 110 Each 0.0000 1 d 
Aft Tube Assembly BZA 4 - ; | t6 | V4 
AN3C4A Purchased No 110 Each 3,150.0000 24 | 24 
BOLT RA c ba o 
Location Loc Oty Loc Code 
ST350 3150 PCS OC v 14 Ех 
120187 31 , 
120521 28 
120769 38 
121205 67 
121556 8 
122151 2978 


f DQA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite ` Supplier 


FAULT zo FAUTCATEGORY 0000000000000 E 
Landing Gear General 
а Bending | Bend is] Grain Ovalized Pressure/Forced 
E Centre Not Concentric to O/S b BOM/Route E Hardware Over/Under tolerance Temperature/Cure 
ë Cracks E Broken/Damaged | и Inspection Incomplete Part incorrect Weld 
E Crushed/Crimped. m Burrs a instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
| Cuffs Е Contamination ll Maintenance Part Moved 
E Heat Treat | | Countersink Е Mislabeled Positioned Wrong 
lš Inspection Strip in Tube B Cut Too Short ni Misread Power Loss/Surge | Other 
B Ripples in Bend E Drill Holes m Offset 
lš Torque Waves in Extrusion E Drawing zx Out of Calibration 
И Turning Sequence | Finish | Out of Sequence 


lil Wave/Twist in Tube 
H:/FORMS/Quality AssuranceNapproved QA/NCRWO Rev G 


E] Folio 


E Outside Dimensions 


Picklist Print - 


Page2 
July-13-12. 1:46:27 PM 2. 
Work Order ID: 87343 
Parent Item: D412-742-041 Start Date: 7/10/12 Required Date: 8/31/12 
Parent Item Name: Replacement Float Skidtube Start Qty: 1.00 Required Qty: 1.00 
BOLT : алил (Я 
Location Loc Qty Loc Code 
FP001 І № лч AG _ мо 
111982 1 
57351 250 
111982 2 
116419 23 
116549 2 
116704 12 
117619 10 
117688 1 
117872 5 
118422 13 
119449 21 
120423 3 
120693 112 
121682 46 
AN3C7A Purchased No 110 Each 184.0000 4 4 
BOLT B a Malt 
Location Loc Qty Loc Code * 
ST351 184 
113149 14 
116169 I 
117313 10 
117619 12 
117688 6 
119749 1 
120731 8 
121185 30 
121541 2 
122141 100 Y 4 
July-13-12 1:46:27 PM I DS = ShopPacketPrint ——— DE Page 2 


DQA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 

Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 
NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC inspector 


FAULT o FAUTCATEGORY — | 
Landing Gear General 
E Bending E Bend EN Grain Ovalized Pressure/Forced 
E Centre Not Concentric to O/S | BOM/Route || Hardware Over/Under tolerance Temperature/Cure 
X Cracks a Broken/Damaged и Inspection Incomplete Part Incorrect Weld 
ll Crushed/Crimped. E Burrs lll Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
i Cuffs i Contamination [72 Maintenance Part Moved 
Е Heat Treàt и Countersink FG Mislabeled Positioned Wrong 
m Inspection Strip in Tube Eg Cut Too Short | Misread Power Loss/Surge ll Other 
m Ripples in Bend E Dril! Holes E Offset 
i Torque Waves in Extrusion n Drawing E Out of Calibration 
и Turning Sequence m Finish II Out of Sequence 


m Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


mE Folio 


[t3 Outside Dimensions 


Picklist Print 
July-13-12 1:46:27 PM 


Page 3 


Work Order ID: 87343 
_ 0412-742-041 


Replacement Float Skidtube 


Parent Item: 


Parent Item Name: 


AN960CIOL AS1149C0332R Purchased 
washer x 

MS27039C4-12 Purchased 
SCREW 

D3672-3 Manufactured 


Phenolic Washer 


AN960C416L V Purchased 

A 9 I Qt urcha 
E BAIIA Cou17í 
D4095-041 Manufactured 
Wearplate Assembly 
D4095-043 Manufactured 
Wearplate Assembly 


July-13-12. 1:46:27 PM 


No 
Location 
ST 
107534 
No 
Location 
FP002 
114221 
No 
Location 
ST060 
84361 
84432 
— 
86517 
No 
No 
Location 
FP001 
83809 
85616 
No 
Location 
FP001 
83479 
85615 


Shop Packet Print 


Start Date: 7/10/12 
Start Qty: 1.00 


Required Date: 8/31/12 
Required Qty: 1.00 


Each 21.0000 38 y 38 И | a| ($ 
Loc Code | 
1472749 _ y 
Each 11.0000 
н A i IA. | \ al VC 
Loc Code 
(2152 — — 
Each 1,211.0000 4 { 
Loc Code 
NEED M 
Each А DR Š 
wa Muy 1 10M (і 
Each 9.0000 1 1 
MÀ Uu | TAY 
Loc Code 
$8403C Уц | 
Each 16.0000 1 Cua E 
JA cala 
Loc Code 
585845 —441— 


Раре 3 


DQA: Date: 
NCR: Yes / NO WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: . Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 
Work Order Update Large Fab Composite Supplier 


а аа  — "RAULECATEGORY 2 CATEGORY 
Landing Gear General 
| Bending 8 Вепа В Сгаіп Ovalized Pressure/Forced 
ll Centre Not Concentric to O/S m BOM/Route a Hardware Over/Under tolerance Temperature/Cure 
EN Cracks [ Broken/Damaged E Inspection Incomplete Part Incorrect Weld 
lš Crushed/Crimped. | Burrs ll Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
m Cuffs E Contamination Е Maintenance PartiMoved 
Heat Treat = Countersink m Mislabeled Positioned Wrong 
is Inspection Strip in Tube m Cut Too Short w Misread Power Loss/Surge E Other 
| Ripples іп Bend E Drill Holes ë Offset 
N Torque Waves in Extrusion Е Drawing | m Out of Calibration 
и Turning Sequence Е Finish Bi Out of Sequence 


m Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


E Folio 


8 Outside Dimensions 


КЕТИБ 


Root Description of work order update Initial Action Sign & ` 
Cause Date | Step | Qty- or Non-conformance Chief Eng Description Date Verification QC Inspector 


Picklist Print 
July-13-12 1:46:27 PM 


Page 4 


Work Order ID: 87343 ` 
Parent Item: D412-742-041 
Parent Item Name: Replacement Float Skidtube 


рв Manufactured No 110 
Wearplate Assembly 
Location Loc Qt 
FP001 3 
71131 | 
84081 4 
85614 8 
July-13-12. 1:46:27 PM Shop Packet Print —— 


Each 


Start Date: 7/10/12 


Required Date: 8/31/12 


Start Qty: 1.00 Required Qty: 1.00 
13.0000 1 1 : 
X, a isle 
Loc Code 
620,749 si 


Page 4 


DQA: Date: 


NCR: Yes / No 


QA Closed: 


WORK ORDER NON-CONFORMANCE / UPDATE 
Date: 
AGAINST DEPARTMENT/PROCESS 


Skid-tube Crosstube Water Jet Engineering 
Machining Small Fab Prod. Eng. Coor. Quality 

Thermoforming Finishing Rec/Store/Packaging Other 
Large Fab Composite 


Supplier 


FAULT LL FAUTCATEGORY — Í 


DISPOSITION 
Work Order: 


Rework 

"Scrap 

Use-as-is 

Work Order Update 


Part No. 


Landing Gear 


m Bending 


| |Centre Not Concentric to O/S 


lš Cracks 


ш Crushed/Crimped. 

E Cuffs 

lš Heat Treat 

E Inspection Strip in Tube 
E Ripples in Bend 

o Torque Waves in Extrusion 
lš Turning Sequence 

E Wave/Twist іп Tube 


H:/FORMS/Quality AssuranceNapproved QA/NCRWO Rev G 


General 
E Bend 
| |BOM/Route 
N Broken/Damaged 
E Burrs 
E Contamination 
Шш Countersink 
ш Cut Too Short 
| |Drill Holes 
[| Drawing 
| [Finish 
B Folio 


| ш 


| Grain 

E Hardware 

Е Inspection Incomplete 

E Instructions Incomplete/Unclear 
E Maintenance 

|| Mislabeled 


L| Misread 
m Offset 


Ill Out of Calibration 
н Out of Sequence 
lg Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


ш О{һег 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


WEARSHOES 
D3391-011 


FWD TUBE ASSEMBLY 


D3391-013 


TRANSFER DRILL THRU MID TUBE ASSEMBLY 


D3391-011 OPEN TO 
0.43850 


4PL 


М527039С4-12 SCREW 
D3672-3 WASHER 
AN960C416L WASHER 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


WEARSHOES 


TRANSFER DRILL THRU 
D3381-011 OPEN TO 20.499 
AND INSTALL 03591-1 BUSHING 


4095-051 
WEARSHOE 90.50 
REF ар. 252 
Q EOS ж Җ 
AN3C4A BOLT (1) f 
с AN960C10L WASHER (1) 
ш D4095-041 
WEARSHOE — D4095-045 AN3C4A BOLT (1) / 
WEARSHOE AN960C10L WASHER (1) — AN960C10L WASHER 
LAN 20PL 6PL 


A 


D3391-041 ASSEMBLY 


SHOP COPY 
RETURN TO 
ENGINEERING 
D3391-041 FLOAT SKIDTUBE ASSEMBLY PARTS LIST UNCONTROLL ED COPY 
| SUBJECT TO AMENDMENT 


WITHOUT NOT ICE 


D3391-041 FLOAT SKIDTUBE ASSEMBLY 


m — 
EE гуш = л WORK ORDER ео 
D3391-011 FWO TUBE ASSEMBLY 
D3391:013 MID TUBE ASSEMBLY N L | o> | 
03391-015 АЕТ TUBE ASSEMBLY GENERAL NOTES" \ 


CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 


D3591-1 
D3672-3 


BUSHING 1) FINISH: 


3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 
4) UNITS: INCHES UNLESS OTHERWISE NOTED 


D4095-049 


WHERE INDICATED. 


ANSSOCIQL — — | WASHER. —— — | 


4 М527039С4-12 SCREW 7) 
4 AN960C416L 


TRANSFER DRILL @0.50 HOLES FROM SADDLE TO D4095-041 


TRANSFER DRILL @0.50 HOLES FROM SADDLE TO D4095-043 


4 PL 


/N 1 


ELEASE 


281 -1- 04 
eod А 


2) COAT АЦ. EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" A 
AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH МЕК DEGREASER. 


5) USE DART DRILL TEMPLATE 078217 TO LOCATE AND DRILL 20.297 SIZE HOLES 
FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 


6) FIT D4095-041 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH 
APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 


FIT D4095-043 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH 
THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 


D4095-043 
WEARSHOE 


4PL 


ANS3C7A BOLT 
AN960C10L WASHER 


AN3C6A BOLT 
AN960C10L WASHER 


D3391-015 
AFT TUBE ASSEMBLY 


eM D4095-047 


WEARPAD 


Е 


04095-049 
WEARPAD 


REMOVE GASKETS AND REPLACE ALL WEARSHOES; 


PARTS LIST UPDATE, ZN A8-1, ZN A8-2, ZN A6-4, 

| | ZN B6-8; LPS-3 COATING REMOVED FROM NOTE 2, 

ZN A3-1, ZN A3-2, REMOVED INSERT AELS-1032-130, | ХОР 
ZN B6-4, В2-4, C7-8, C3-8; REMOVED HOLES, ZN D6-4 

ZN D2-4, ZN 07-8, ZN 03-8 

DRAWING UPDATED TO CURRENT STANDARDS. 

SHT 1 PL ADDED 03591-1 BUSHING. ZN C6 00.438 DIM 

WAS 4 PL. ADDED 20.499 DIM AND D3591-1 BUSHING. 


11.10.13 


H | SHT2 PL ADDED 03591-1 BUSHING. ZN C6 20.438 DIM| AJS | 08.08.20 
WAS 4 PL. ADDED 00.499 DIM AND 03591-1 BUSHING. 
(FOR FURTHER INFO SEE 051 9364 & NCR 08-074) 
REPLACE NAS INSERTS W/ AELS INSERTS 
G | SWITCH ТО D3670-XXXX SPACERS FOR INSTALLING | DC | 07.07.31 
FLOAT BAGS, DWG REORGANIZED FOR CLARITY 
ADD SS WEARSHOE, GASKET 
F | REMOVE FWO SADDLE HOLE -011/-021 | PH | 070148 
E T CHANGE TOLERANCE, EASE MANUFACTURE PH 06.04.25 
D | UPDATE TOLERANCE, CHANGE HOLE SIZE PH | 060123 
c LENGTHEN AFT EXTENSION PH 05.09.27 
B | DRAWING UPDATES PH | 0505.10 
A NEW ISSUE PH 05.02.07 
REV. DESCRIPTION BY DATE 


[сеске [| 


DART AEROSPACE USA, INC 
KENT, WA 


NOT TO BE USED FOR ANY PURPOSE ОЯ. 
WRITTEN 


COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 

IS PRIVATE AND CONFIDENTIAL AND t5 SUPPUED ON TE EXPRESS CONDITION THAT IT IS 
TOMED On COMVUNICATED TO ANY OTHER PERSON WITHOUT 

PERMISSION FROM DART AEROSPACE USA, INC. 


REV. | 
SHEET 1 OF 8 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


WEARSHOES 
D3391-021 


FWD TUBE ASSEMBLY 


TRANSFER DRILL THRU 
D3391-021 OPEN TO 


20.438.000 


D3391-023 
MID TUBE ASSEMBLY 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


WEARSHOES D339 1:029 


AFT TUBE ASSEMBLY 


D4095-051 


20.50 04095-047 
E 20.50 -— ар DO GG A Saya 
4PL REF 
: . P NA CU D4095-043 
АМЗС4А BOLT WEARSHOE 
AN960C10L WASHER X. D4095-041 A ааны 
4 PL WEARSHOE AN3C6A BOLT WEARPAD 
AN3CSA BOLT AN960C10L WASHER REF 
D4095-045 АМЗСАА BOLT AN960C10L WASHER 4PL AN 
WEARSHOE AN960C10L WASHER 6PL AN3C7A BOLT 
20PL AN960C10L WASHER 
x LIN 4PL 


D3391-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 


| QTY ` | PART NUMBER | DESCRIPTION 
| 943 | j 
| X | D3391-043 FLOAT SKIDTUBE ASSEMBLY ! 
| I =I 
: 1 | 03391-021 FWD TUBE ASSEMBLY ! 
1 | 03391-023 MID TUBE ASSEMBLY 
1 —|0D3391-025 рет TUBE ASSEMBLY | 
T D3591-1 BUSHING 
LD4095-041 WEARSHOE 
WEARSHOE ] 


2 
1 
1 ! D4095-043 
1 
1 
1 


i D4095-045 WEARSHOE š i 
| 04095-047 WEARPAD | 
j 04095-049 WEARPAD 

1 | D4095-051 WEARSHOE 


24  LAN3C4A 


l.l... 


BOLT 


10 — | AN3CGA вот —- s= sx 
4 — АМЗС7А BOLT 
38 | ANGGDCTOL WASHER 


TRANSFER DRILL THRU 
03391-021 OPEN TO 20.499 
ANO INSTALL D3591-1 BUSHING 


1) 
2) 
3) 


4) 
5) 


6) 


7) 


GENERAL NOTES 


D3391-043 ASSEMBLY 


FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 


COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" 


LN 


AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. 


TOLERANCES: PER DART QSI 018 UNLESS. OTHERWISE NOTED 

UNITS: INCHES UNLESS OTHERWISE NOTED I 

USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL @0.297 SIZE HOLES 
FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
WHERE INDICATED. 

FIT D4095-041 TO SKIDTUBE WITH 02571 AND D2572 SADDLES INSTALLED WITH 
APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-041 

FIT D4095-043 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH 
THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD ANO AFT HOLES AND 
TRANSFER DRILL 00.50 HOLES FROM SADDLE TO D4095-043 
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DATE 


11.10.13 


30.1 
DIST TO CENTER OF BEND 


— 


6.8+0.25 


+ 


DISTANCE TO 
REF TANGENT POINT 


D3391-1 CUTTING DETAIL D3391-011/-021 BENDING DETAIL 
(MAKE FROM D6013-047 SKIDTUBE MATERIAL) (MAKE FROM D3391-1) 


[ 3.30072 099 
03.460 
3.59008% 


23.460 03.750 


REF | 
- | | -— 0.687:0.010 —{ = 1429000 


20.000 


SECTION A-A SECTION В-В SECTION C-C 
SCALE 2X SCALE 2X SCALE 2X 


WE LEAS E 
2011-11- 04 


DART AEROSPACE USA, INC 
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20.000 
S EQ. SPACES 
4.000 PITCH 


4.000 
2.000 
2.79 


DRILL #4 (@0.209) 


4 PL 4.000 


2.000 


DRILL THRU 21/64" (20.328) 
9PL 

CSINK 00.438 х 45° 

(BOTH SIDES) 


20.640 


DRILL 20.297 
10 PL 


D3391-011 DRILLING DETAIL 


INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 

PRIOR TO PAINTING 


INSTALL 
AELS-1032-225 
AFTER FINISH 
10 PL 


DETAIL D 


D4095-051 
WEARSHOE 


03391-011 ASSEMBLY DETAIL 


D3391-011/-021 FWD TUBE ASSEMBLY PARTS LIST 


PART NUMBER DESCRIPTION 


D3391-011 FWD TUBE ASSEMBLY 


03391-021 FWD TUBE ASSEMBLY 


D3401-041 TOW CAP 


03670-4200 


8.000 


DRILL #4 (20.209) 
4 PL 


DRILL THRU 21/64" (20.328) 


7.25 
[-— (DISTANCE ТО FWD 
SADDLE HOLE, REF) 


A 


AN3C4A BOLT 
AN960C10L WASHER 
6 PL 


SEAL WITH 
SIKAFLEX-241/-291 


D3401-041 
TOW CAP 


DETAIL D 


SCALE 2X 


4PL 20.540 
C'SINK 20.438 x 45? 


(BOTH SIDES) DRILL 90.297 


10 PL 


D3391-021 DRILLING DETAIL 


INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 

PRIOR TO PAINTING 

4PL 


INSTALL 
AELS-1032-225 
AFTER FINISH ` 

10 PL 


DETAILD 


D4095-051 
WEARSHOE 


A 


D3391-021 ASSEMBLY DETAIL 


AN3C4A BOLT 
D3672-1 WASHER 
AN960C10L WASHER 
4 PL 


7.25 
(DISTANCE TO FWD 
SADDLE HOLE, REF) 


A 


AN3C4A BOLT 
АМ960С101. WASHER 
6 PL 


perenna 
2011-1-04 Ë 
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0.70: 09 


REFER TO 
DETAIL K 


DISTANCE TO 
FWD END OF 
D3389-1 WEB 

4.94 


REFER TO €... oru 1. 1 1 3 1 — 11] 15 Imma 
DETAIL J 
0.50 


DISTANCE TO 
END OF WEB 
4.19 

REF 


Y 


x 


DETAIL E 


8 PL DETAIL К 
D3391-013 ASSEMBLY DETAIL SCALE 4X 


DRILL THRU 21/64" (20.328) 


DETAIL J CSINK 20.438 X 45* (BOTH SIDES) 


SCALE 4X 


WELD INTO PLACE 

& GRIND FLUSH 

(BOTH ENDS) REMOVE 0.225 
FROM TOP AND BOTTOM 


INSTALL 
D3681-1 SPACER 


А ТО 3.800 
45 <] (0.7 FROM BOTH ENDS) 
TYP < 2 DRILL @0.297 ` 

@0.250 | INSTALL AELS-1032-130 INSERT REMOVE 0.030 
= AFTER FINISH FROM TOP AND BOTTOM 
TY TO 3.610 

SECTION G.G. SECTIONH-H 12PL SECTION X-X DRILL 20.297 SECTION Y-Y, 

SCALE 5X SCALE 5X SCALE 5X INSTALL AELS-1032-130 INSERT SCALE 5X 


MS27039C1-09 SCREW 
D3672-1 WASHER 
AN980C10L WASHER 
AFTER FINISH 

4PL 


D3391 ID TUBE ASSEMBLY PARTS LIST 


атү PART NUMBER DESCRIPTION 
-013 
МІС TUBE ASSEMBLY 
эз узуу. к шысы е 
|EXTRUSION j 


12 03681-1 


DRILL 20.250 
4PL 


SECTION LL-LL 
SCALE 5X 


DETAILE 
SCALE NONE 


AN960C10L 
AN960C416L — | 
MS27039C1-09 
MS27039C4-08 


DRILL 20.391 

INSTALL ALS4-428-165 INSERT 
MS27039C4-08 SCREW 
D3672-3 WASHER 


REV. 1 


[mece | "AA. | | scersore 
APPROVED | лл [TTE SCALE 


D3391-013 MID TUBE ASSEMBLY AN9G0CA16L WASHER h 
1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION AFTER FINISH T DEAPPR_ [7 “C |412 FLOAT SKIDTUBE NTS 
2) INSTALL 03389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 4PL SECTION L-L. DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 

3) WELDING: PER DART QSI 004 SCALE 5Х 11.10.13 KISS ESE ias: sss 


0.00 
0.70555 


TYP 


10.500 
REFER TO H 


DETAIL J - —— — - — = i 
z ccv 
REFER TO 


0.707200 


DISTANCE TO 
FWD END OF 
D3389-1 WEG 

4.94 


Y 


Y DISTANCE TO 


END OF WEB 


X 


4.19 i 
pid DETAIL K REF 
DETAIL K 
gg DRILL THRU 21/64" (20.328) SCALE 4X 
& CSINK @0.438 X 45° (BOTH SIDES) 


5PL 


D3391-023 ASSEMBLY DETAIL 


| WELD INTO PLACE 
POS SPACER & GRIND FLUSH 
(BOTH ENDS) REMOVE 0.225 
FROM TOP AND BOTTOM 
TO 3.800 
< (0.7 FROM BOTH ENDS) 
RA 2 DRILL Ø0.297 
B | INSTALL AELS-1032-130 INSERT REMOVE 0.030 
= AFTER FINISH FROM TOP AND BOTTOM 
TYP TO 3.610 
SECTION G-G SECDONH-H SPL SECTION X.X SECTION Y-Y 
SCALE 5X "SCALE 5X SCALE 5X SCALE 5X 


D3391:023 MID TUBE ASSEMBLY PARTS LIS 


DELEASE 


Bu -11-04 


DART AEROSPACE USA, INC 
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AME тте SCALE 
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DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, NC 
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D3391-023 MID TUBE ASSEMBLY 
1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 

2) INSTALL 03389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 
3) WELDING: PER DART QSI 004 


R0.188 


36.435 
TO TAPER 
MACHINE CONSTANT 


DETAIL V 
TAPER FROM @3.750 
As TO 93.200 CHAMFER 
Et Z 30°X0.060 DEEP 
D ES [| —— U S S 
L 
1.526 j AA 
m 7.500 — 
43.3 DRILL #4 (20.209) 
0.200 REF 2PL 
REF 6.500 DIST TO CENTER OF BEND b 
VIEW BB-BB a» 
SCALE 4X 2 
fen SCALE SK 
D3391-3 AFT DRILLING AND CUTTING DETAIL 
E 1.526505 zs (MAKE FROM 06014-090 SKIDTUBE MATERIAL) 
| 0.200 —]  L-— 0.687900 
I | С 23.000 23.000 23.000 
03.500 2i MER 3.520 REF REE 
23.750 No 3.750 m pO е; 
| REF 3.750 
REF REF R0.062 REF @3.200 
B 
SECTION AA-AA SECTION N-N SECTION P-P SECTION Q-Q SECTION R-R 
SCALE 6X SCALE 6X SCALE 6X SCALE 6X SCALE 6X 
= 
Ж RELEASE 
1.750 i 
REF 2011 -11- 0 4 
1.750 


DETAIL S 
SCALE 4X 


7.000 


DART AEROSPACE USA, INC 
фе KENT, WA 
бды AR [тее REV. 
16 PL Hn LN. [D03391 SHEET? OF ; 


ГАРРАОМЕОЫ | ДҮ mne soas 
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DA COPYRIGHT © 2005 BY DART AEROSPACE USA, INC "mes 
"Е 11.10.13 Em солаанд 


 PEFOISSION FROM DART ASROTPACE 


E 2 1 


А30.0+20 
36.000 

— 9 EQ. SPACES 
4.000 PITCH 


4.2+0.25 


DRILL THRU 21/64" (20.328) 
14 PL 

CSINK 20.438 X 45° 

(BOTH SIDES) 


DRILL THRU 21/64" (20.328) 
4PL А 

CSINK 20.438 X 45° 

(BOTH SIDES) 


DRILL 20.297 
22PL 


53.7 


9.1 
DISTANCE BETWEEN HOLE ANO 
TANGENT POINT 


DRILL @0.297 
22 PL 


53.7 


9.1 
DISTANCE 8ETWEEN HOLE AND 
TANGENT POINT 


D3391:015 BENDING AND DRILLING DETAIL D3391-025 BENDING AND DRILLING DETAIL 
(SEE CBORE DETAIL 8ELOW) (SEE CBORE DETAIL BELOW) 
INSTALL D3670-4200 SPACER INSTALL 03670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 SEAL WITH MAGNOBOND 6398 
GRIND FLUSH GRIND FLUSH 


PRIOR TO PAINTING PRIOR TO PAINTING 


(NO CBORE) 


04095-049 
WEARPAD D4095-047 WEARPAD D4095-047 


91-015 ASSEMBLY AND RE DETAIL WEARPAD " т WEARPAD 
(SEE TABLE) AN3C5A BOLT /N AN3CSA BOL РЕ 
AN960C10L WASHER AN3C4A BOLT AN960C10L WASHER AN960C10L WASHER A 
4PL AN960C10L WASHER 4PL APL 
4PL 


3391-015/-025 AFT TUBE ASSEMBLY PARTS LIS: D3391-025 ASSEMBLY AND CRORE DETAIL 


PART NUMBER . DESCRIPTION (SEE TABLE) 
D2646 AFT CAP 
ie 03391-015 AFT TUBE ASSEMBLY 
К Ti 
s 03391-025 - AFTTUBE ASSEMBLY SEALWITH 


SIKAFLEX-241/-201 


DRILL 20.391 

CBORE 40.516 X 0.040 DEEP 
INSTALL ALS4-428-165 INSERT 
4PL 


AN3C4A BOLT 
D3672-1 WASHER 
AN960C10L WASHER 


INSERT 


ru. SR E c ELEAS zu "ошаш 
WASHER M an -11- Ü П 
IpesieN | p| PART AEROSPACE USA, INC | AEROSPACE USA, INC 
prawn — 71 x | KENT, WA 


Гонок — | -j SRAWRGNO: REV. 1 
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LAFT CAP 
SPACER 
WASHER 
WEARPAD 
WEARPAD 
AFTTUBE ⁄ `S. 
I 
INSERT ` 
SECTION uu 


C'BORE HOLES MARKED CB1-CB4 AS FOLLOWS AND 
INSTALL AELS-1032-XXX AFTER FINISH AS NOTED 


CBORE 


PIN 


AELS-1032-225 
AELS-1032-130 


20.430 X 0.170 
20.430 X 0.170 


[co [e — js — [00430 X0040 | AELS-1032-130 ] SCALE 
[Cae Ja — — —]4 — [NONE — - -|AELS:1032-130..] 412 FLOAT SKIDTUBE Š 
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